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(54) Slide fastener and manufaturing nrtethod therefor 



(57) Both sides of a fastener chain may be rein- 
forced and an attachment object such as a bag or a case 
may be mounted in a stabilized condition. A reinforce- 
ment member (5), which is molded of thermoplastic res- 
in, thennoplastic elastomer or synthetic rubber in the 
fomn of a turned-down U shape in Its cross section and 
has an appropriate plasticity and flexibility, is bonded 
along both outer sides of a fastener chain (1 ) with a ther- 
mal welding resin film (13). The reinforcement member 



(5) has a mounting groove (8) which enables a cloth of 
the attachment object (1 6) such as the bag or the case 
to be mounted and further contains a concave groove 
(9) for a sewing thread, provided In the surface thereof. 
The cloth of the attachment object (1 6) is inserted into 
the mounting groove (8) and sewed along the concave 
groove (9) with a sewing thread (17). Consequently, the 
reinforcement member (5) can be mounted simply In a 
stabilized condition and can ensure a long temn use. 



FIG. 3 
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Description 

BACKGROUND OF THE INVENTION 

1. Field of the Invention 

[0001 ] The present invention relates to a slide fasten- 
er for use In a case, bag and the like, whose small size 
one being used In, for example, a business case, shoul- 
der bag and large size one being used in an opening of 
a suite case, and a manufacturing method thereof. 

2. Description of the Related Art 

[0002] Conventionally, when the slide fastener is at- 
tached to an opening of a case, a bag or the like, an end 
portion of a cloth of an attachment object such as the 
case and bag is folded back and a fastener tape is 
sewed thereto or the fastener tape is sewed with bead- 
ing lying between the cloth and the fastener tape. How- 
ever, the sewing operation is troublesome. 
[0003] Then, as shown In Fig. 8, Japanese Patent Ap- 
plication Publication No. 5-65166 has disclosed a fol- 
lowing mechanism. That is, right and left side plates 30' 
are formed of rubber or themnoplastic resin such that 
each of their cross sections indicates S shape so as to 
form inward and outward folded-back groove portions 
31' and 8'. Then, an outer edge portion of each of the 
right/left fastener tapes 2' is inserted into the inward fold- 
ed-back groove portion 31', and pressed and fitted. Fur- 
ther, a cloth 1 6' of the opening edge portion of a bag is 
inserted into the outward folded-back groove portion 8' 
and sewed together with the side plate 30' so as to fomn 
the opening of the bag. 

[0004] In the slide fastener for use in the opening of 
the bag shown in Fig. 8, the fastener tape 2' is fixed to 
the side plates 30' by pressing and fitting on the extru- 
sion mold of the side plates 30'. In the fixing operation 
by pressing and fitting, the fastener tape 2' can be fixed 
firmly when resin for forming the side plate 30' pene- 
trates into weave pattern of the fastener tape 2'. How- 
ever, it is difficult to make resin penetrate into the weave 
pattern of the fastener tape 2' and even if the fastener 
tape 2' is fixed, it Is likely to be separated easily. Further, 
the molded side plate 30' has three layers of a thick 
structure and therefore, the sewing operation is hard to 
execute. 

SUMMARY OF THE INVENTON 

[0005] The invention has been achieved in views of 
the above-described problem and therefore, an object 
of a main aspect of the invention is to provide a slide 
fastener in which both sides of a fastener chain are re- 
inforced, an attachment object may be mounted to a fas- 
tener tape in a stable condition. Therefore, more specif- 
ically, the object of the invention is to provide a good- 
appearance, and strongly-built slide fastener in which 



the reinforcement member made of thermoplastic resin 
is bonded to the fastener tape easily and firmly. 
[0006] Another object of the invention is to provide a 
slide fastener which Is equipped with various kinds of 

5 reinforcement members depending on an attachment 
style to the attachment object and can be attached to 
the attachment object in a stable condition. 
[0007] Still another object of the Invention is to provide 
a slide fastener in which by specifying an adhesive 

10 agent for fixing the reinforcement member to the fasten- 
er tape, attachment of a high fixing strength can be ob- 
tained. 

[0008] Further object of the invention is to provide a 

manufacturing method of a slide fastener which enables 
15 a reinforcementmember and a fastener tape to be bond- 
ed with each other fimrily and simply using a thermal 
welding resin film. 

[0009] To achieve the above-described objects, ac- 
cording to the invention, a reinforcement member is 

20 bonded to a fastener tape along both outer sides of a 
fastener chain. Consequently, both the outer sides of the 
fastener chain are reinforced and the attachment object 
can be mounted to the fastener tape In a stabilized con- 
dition. Further, this fastener tape can bear a long-term 

25 use and the reinforcement member and the fastener 
tape can be bonded with each other easily and fimily, 
so that they are not separated easily. 
[0010] Preferably, the reinforcement member to be 
bonded to the fastener tape contains a concave mount- 

30 ing groove, in which an attachment object is to be insert- 
ed, the concave mounting groove being provided in a 
side face thereof. Consequently, an end portion of an 
attachment object such as a bag or a case is protected 
and the attachment can be mounted to the reinforce- 

55 ment member easily. 

[001 1 ] Further preferably, the reinforcement member 
to be bonded to fastener tape has a cutout portion pro- 
vided in a rear face thereof so as to bond the fastener 
tape. 

40 [001 2] Alternately, there is provided the slide fastener 
according to the first aspect, wherein the rear face of the 
reinforcement member to be bonded to the fastener 
tape is a flat bonding face. Consequently, the attach- 
ment object such as the bag and or the case can be 

45 mounted to the fastener chain provided with the rein- 
forcement member in a stabilized condition. 
[0013] Preferably, the reinforcement member and the 
fastener tape are bonded with each other with a thennai 
welding resin film as a bonding member. Consequently, 

so the reinforcement member can be bonded to the fasten- 
er tape equally without any unevenness along the lon- 
gitudinal direction of the fastener chain and further, a 
high bonding strength can be obtained. 
[0014] Further preferably, a manufacturing method of 

55 a slide fastener comprises the steps of: molding a rein- 
forcement member continuously; and disposing a ther- 
mal welding resin film between the reinforcement mem- 
ber maintained at a high temperature and a fastener 
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tape, the thermal welding resin film having a iower melt- 
ing point, and bonding the reinforcement member with 
the fastener tape. Consequently, the reinforcement 
member can be bonded to the fastener chain equally at 
a high bonding strength along the longitudinal direction 5 
of the fastener chain through a simple process. 
[0015] And further, the manufacturing method of the 
slide fastener further comprising a step of attaching the 
thermal welding resin film to a surface of the fastener 
tape by welding or sticking. Consequently, the thermal 
welding resin film, which is to be disposed between the 
reinforcement member and the fastener tape, does not 
have to be positioned specially and the reinforcement 
member can be bonded to the fastener tape securely. 
[0016] Still further, the thermal welding resin film has 
a separation film provided on the surface thereof, the 
manufacturing method further comprises a step of peel- 
ing off the separation film after water-repellent treatment 
is performed to the fastener tape before bonding the re- 
inforcement member and the fastener tape. Conse- 
quently, when the fastener tape is subjected to water 
repellent finish processing, no water-repellent material 
adheres to the thermal welding resin film, thereby pre- 
venting adhesion of the thennal welding resin film from 
dropping. As described above, the effects which the 
present Invention achieves are very conspicuous. 

BRIEF DESCRIPTION OF THE DRAWINGS 

[0017] 

Fig. 1 is a front view of a slide fastener. 
Fig. 2 is a sectional view taken along the fines 11-11 
in Fig. 1 , of the same slide fastener. 
Fig. 3 is a sectional view showing a condition In 
which the same slide fastener is attached to an at- 
tachment object. 

Fig. 4 is a perspective view showing a use condition 
of the same slide fastener. 
Fig. 5 is a sectional view showing a modification of 
the slide fastener. 

Fig. 6 is a sectional view showing a condition before 
a reinforcement member is bonded to the fastener 
chain. 

Fig. 7 Is a schematic perspective view showing a 
manufacturing process of the slide fastener. 
Fig. 8 is a sectional view of a well-known slide fas- 
tener. 

DESCRIPTION OF THE PREFERRED 
EMBODIMENTS 

[0018] Hereinafter, the preferred embodiments of a 
slide fastener of the invention will be described in detail 
with reference to the accompanying drawings. 
[0019] According to the slide fastener of the invention, 
as shown In Figs. 1 and 2, in a fastener chain 1 , fastener 
elements 3 each having an appropriate configuration 



are attached along a side edge in a longitudinal direction 
of the fastener tape 2 by sewing or the like and a rein- 
forcement member 5 made of thermoplastic resin 
whose cross section indicates turned-down U shape is 
bonded along the other side edge in the longitudinal di- 
rection of the fastener tape 2 so as to form a bonding 
layer 1 5. As the bonding member, a thermal welding res- 
in film 13 is used and attached continuously along the 
other side edge of the surface of the fastener tape 2 in 
the longitudinal direction thereof. Meanwhile, it is per- 
missible to dispose the reinforcement member inside of 
the other side edge of the fastener tape. 
[0020] The reinforcement member 5 is molded of or- 
dinary thermoplastic resin or thermoplastic elastomer, 
or rubber material and has an appropriate plasticity and 
flexibility. The reinforcement members contains a con- 
cave mounting groove 8 whose side face is open so that 
an end portion of an attachment object 1 6 such as a bag 
or acasecan be inserted between opposing upper piece 
6 and lower piece 7. To insert and fix the attachment 
object 16 in this mounting groove 8, a concave groove 
9 for guiding a sewing thread is provided in the surface 
of the upper piece 6. A rear face of the lower piece 7 
fonns a flat bonding face. 

[0021 ] According to the use condition of the slide fas- 
tener with this reinforcement members, as shown in Fig. 
3, the reinforcement members is bonded to the surface 
of the fastener tape 2 along each of both outer side edg- 
es of the fastener chain 1 via the thermal welding resin 
film 13. An end portion of an attachment object 16 such 
as the bag or the case shown in Fig, 4 is inserted into 
the mounting groove 8 provided between the upper 
piece 6 and the lower piece 7 of the reinforcement mem- 
bers and the attachment object 1 6 is sewed with a sew- 
ing thread 17 along the concave groove 9 for guiding 
the sewing thread fornied In the surface of the upper 
piece 6. 

[0022] The reinforcement member 6 sewed on the at- 
tachment object 1 6 should protrude over the surface of 
the fastener elements 3 disposed in the center of the 
fastener chain 1 and this protrusion protects thefastener 
elements 3 from being wom or damaged due to contact 
with other object. Consequently, a highly durable bag 
and case are produced. There only should exist a gap 
which allows a slider 4 equipped with the fastener chain 
1 to slide freely between the reinforcement member 5 
and the fastener element 3. 

[0023] As shown In Fig. S, a cutout portion 1 0 capable 
of accommodating the other side edge of the fastener 
tape 2 is fomned in one side of a rear face of the rein- 
forcement member 5 while a sectional shape of this cut- 
out portion 10 is L-shaped. A bonding layer IS is pro- 
vided In this cutout portion 10 by heating the thermal 
welding resin film 13 with pressure and the other side 
edge of the fastener tape 2 is bonded thereto. 
[0024] The fastener chain 1 on which the reinforce- 
ment member 6 is bonded is sewed to the attachment 
object 1 6 such as the bag or the case with sewing thread 
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17 along the concave groove 9 for guiding the sewing 
thread formed in the surface of the reinforcement mem- 
ber 5 such that the surface of the attachment object 16 
is brought into contact with the rear face of the reinforce- 
ment member 5. 

[0025] Alternately, a rear face of the reinforcement 
member 5 is formed entirely in the form of a fiat bonding 
face without providing the reinforcement member 5 with 
any special structure for accommodating the attach- 
ment object or the fastener tape, unlike the above de- 
scribed embodiment and then, the fastener tape 2 is 
bonded to this flat surface by heating the themnai weld- 
ing resin film 13 with a pressure. An end portion of the 
attachment object 16 such as the bag, case or the like 
is brought into contact with the fastener tape 2 on the 
rear face of the reinforcement member 5 and the attach- 
ment object 1 6 may be sewed along the concave groove 
9 formed in the surface of the reinforcement member 5 
with the sewing thread 1 7. 

[0026] The slide fastener bonded to the reinforcement 
member 5 needs to be performed with water-repellent 
treatment with water-repellent material such as silicone 
if it is used in, for example, a water-proof case or the 
like. In this case, before the reinforcement member 5 is 
bonded to the fastener tape 2 as shown in Fig. 6, the 
thermal welding resin film 1 3 covered with a separation 
film 14 is attached to the surface of the fastener tape 2. 
Thisfastenerchain 1 is dipped into a treatment bath con- 
taining water-repellent material so as to perform water- 
repellent treatment to the fastener tape 2 and the fas- 
tener elements 3. After this water-repellent treatment is 
perfomned, the separation film 14 is peeled off. Conse- 
quently, any water-repellent material which blocks ad- 
hesion is not attached to the surface of the thermal weld- 
ing resin film 1 3 so as to bond the fastener tape 2 to the 
reinforcement member 5 firmly. Meanwhile, the water- 
repellent material may be sprayed to the fastener chain 
1 with a spray nozzle so as to perform the water-repel- 
lent treatment. 

[0027] The bonding member for bonding the fastener 
tape 2 to the reinforcement member 5 is not restricted 
to thethenmal welding resin film. A thermal welding syn- 
thetic fiber yarn may be woven in the side edge of the 
fastener tape as a warp or knitted in as a warp knitted 
yarn or the thermal welding resin film may be woven or 
knitted into the side edge of the fastener tape so as to 
fomi the fastener tape. When bonding the reinforcement 
member, it may be bonded by heating with a pressure. 
Further, it is pemiissible to spray emulsion type adhe- 
sive agent as an adhesive bond with a spray nozzle just 
before bonding the reinforcement member 
[0028] Next, the manufacturing method of the slide 
fastener of the invention will be described. As shown in 
Fig. 7, vinyl chloride resin containing nitrile rubber is ex- 
truded out of an extruding die 20 of an extrusion molding 
machine using and the reinforcement member 5 having 
an appropriate shape is molded and transferred to a 
pressing roll 21 . A melting temperature of the reinforce- 



ment member 5 at the extruding and pressing time 
thereof is about 1 80 to 200QC. On the other hand, in the 
continuous fastener chain 1 , the thermal welding resin 
film 1 3 made of modified polyester resin having a thick- 

5 ness of 60 \l, width of 10 mm, and melting point of 130 
to 140QC is fused to both side edges of the surface of 
the fastener tape 2 by heating with pressure and then, 
the fastener tape 2 is transfen^ed in a condition in which 
this thennal welding resin film 1 3 is exposed on the sur- 

10 face of the continuous fastener chain 1 . The tempera- 
ture of the reinforcement member 5 extruded from the 
extruding die 20 is set to about 1 50QC on the pressing 
roll 21 . While the reinforcement member 5 maintains a 
high temperature, the thennal welding resin film 13 at- 

'5 tached to the fastener chain 1 is pressed by the pressing 
roll 20, so that the thennal welding resin film 13 is melted 
by heat from the reinforcement member 5 so as to bond 
the reinforcement member 5 with the fastener tape 2. 
After the bonding, the continuous fastener chain 1 is 

20 transferred to a cooling water bath 22 and cooled there. 
Consequently, the fastenerchain 1 having the reinforce- 
ment members is completed. Instead of fusing the ther- 
mal welding resin film to the fastener tape, it is permis- 
sible to paste the thermal welding film to a fastener tape 

25 having adhesiveness. Alternatively, it is permissible to 
transfer the thennal welding resin film separately from 
the fastener tape to the pressing roll and introduce It to 
between the fastener tape and the reinforcement mem- 
ber when both merge. 

30 

Claims 

1 . A slide fastener, being characterized In that a re- 

35 inforcement member (5) is bonded to a fastener 
tape (2) along both outer sides of a fastener chain 
(1). 

2. A slide fastener according to claim 1 , being char- 
40 acterized in that the reinforcement member (5) 

contains a concave mounting groove (8), in which 
an attachment object (1 6) is to be inserted, provided 
in a side face thereof. 

45 3. A slide fastener according to claim 1 , being char- 
acterized in that the reinforcement member (5) has 
a cutout portion (1 0) provided in a rear face thereof 
so as to bond the fastener tape (2). 

50 4. A slide fastener according to claim 1 , being char- 
acterized in that the rear face of the reinforcement 
member (5) is a flat bonding face. 

5. A slide fastener according to claim 1 , being char- 
ts acterized In that the reinforcement member (5) 
and the fastener tape (2) are bonded with each oth- 
er with a thennal welding resin film (13). 
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6. A manufacturing method of a slide fastener includ- 
ing the steps of: 

molding a reinforcement member (5) continu- 
ously; and 5 
disposing a thermal welding resin film (13) be- 
tween the reinforcement member (5) main- 
tained at a high temperature and a fastener 
tape (2), said thermal welding resin film (13) 
having a lower melting point, and bonding the io 
reinforcement member (5) with the fastener 
tape (2) by melting and solidification of the ther- 
mal welding resin film (13). 

7. A manufacturing method of the slide fastener ac- ^5 
cording to claim 6, further including a step of attach- 
ing the themial welding resin film (13) to a surface 
of the fastener tape (2). 

8. A manufacturing method of the slide fastener ac- 
cording to claim 7, being characterized In that the 
thennal welding resin film (1 3) has a separation film 
(1 4) provided on the surface thereof, said manufac- 
turing method further including a step of peeling off 
the separation film (14) after water-repellent treat- 
ment is perfonmed to the fastener tape (2). 
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